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Standard Milling Condition for Carbide End Mills

| Gs MILL AE—

GS MILL HEAVY

1) REULIMIZ{T S
2) BT CIFEMT—/{ 30 BEOEMITHEDLEEA.
3) ATV, MAGE. FYVAEREMIIIHEICED T Y MTNT

&, BIEOBLVEHZESZDULET .

HIEINTI  Sside Miling
1BiSH#E SS &xil SCM o - MG E
e i o SR AT VDR -
sy 7@ sc | B mEE Ak Hpu| A TYVAR oo an
Work Material | Structural Steels Alloy Steels . Nickel Alloys
Carbon Steels ?Fag tFIéODr;S Heat treated Steels I(-fédinggsg}%?ls (Séecjlglg(s)z Sé?%'? Titanium Alloys
(150 ~250HB) | " (25 ~ 35HRC) : (20~45HRC) | pramToga
12 O#E XDRE | B XDRE| OEH XDFEE | [ (XDRE| B XDRE | [EIRE XD ERE | Side Miling
Dia. of Mill |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed
(mm) (min1) | (mm/min) | (min'") | (mm/min) | (minT) | (mm/min) | (min-") | (mm/min) | (min!) | (mm/min) | (min-") | (mm/min)
6 4800 800 5300 890 4200 510 2700 290 3200 230 1600 110 ar
8 3600 800 4000 890 3200 510 2000 290 2400 230 1200 110 ae_|
10 2800 800 3200 890 2500 510 1600 290 1900 230 950 110 \
12 2400 800 2700 890 2100 510 1300 290 1600 230 800 110 D: T RS ILANE
16 1800 740 2000 830 1600 460 1000 250 1200 190 600 100 Dia. of Mill
20 1400 700 1600 780 1300 410 800 220 950 150 480 80
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Work Material | Structural Steels Alloy Steels . Nickel Alloys . .
Carbon Steels E:Fag*?:lé%r;s Heat treated Steels '(_fédinggﬁ;%e)’ls (Séﬂglggzséﬁeéj Titanium Alloys §§E\”Ing31’a$
(150 ~ 250HB) i (25 ~ 35HRC) i (20 ~ 45HRC)
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Dia. of Mill | Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed |Rotation| Feed | .
(mm) (min) | (mm/min) | (min'!) | (mm/min) | (min") | (mm/min) | (min-!) | (mm/min) | (min"") | (mm/min) | (min-!) | (mm/min) 5
6 3700 620 4200 710 3200 380 1900 200 2700 190 1100 80 L——‘
8 2800 620 3200 710 2400 380 1400 200 2000 190 800 80
10 2200 620 2600 710 1900 380 1100 200 1600 190 650 80 Di§J i‘fir\i/llglfﬁi
12 1900 | 620 | 2100 | 710 | 1600 | 380 900 | 200 | 1300 | 190 550 | 80 e orM!
16 1400 580 1600 660 1200 340 700 180 1000 160 400 60
20 1100 540 1300 620 950 300 560 160 800 130 320 50
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% 1 It is depth of the cut when it used the #30 taper spindle machining

center.

1) Use highly rigid machining center.
2) Grooving is not recommended use in #30 taper spindle machining center.

LeLrEsL, 3) Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium
Alloys.
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Work Material | Carbon Steels
Alloy Steels S::jc;é' g;gg::' Stainless Steels Nickel Alloys, Cast Irons
Ductile Cast lorns (35 ~ 45HRC) (8US304, 316) Titanium Alloys (~200HB) &
(~ 35HRC) .o, ]
PasEs OER% | XDEE | [EIR# | ZDRE | EEH | XDRE | BEE | X0EE | EEH | XDERE
Dia. of Mill Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (minD) | (mm/min) | (min'") | (mm/min) | (min'") | (mm/min) | (min’") | (mm/min) | (min?) | (mm/min) | @IENTOSE
6 3200 320 2700 270 1900 170 1300 100 3200 610 Side Milling
8 2400 290 2000 240 1400 150 1000 100 2400 760
10 1900 270 1600 220 1110 140 800 90 1910 760
12 1600 260 1300 220 930 130 660 80 1590 760 a"
15 1300 260 1100 220 740 130 530 80 1270 760 e,
20 1000 260 800 210 560 130 400 80 960 610
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1) Use in wet condition in case of Stainless Steels

Titanium Alloys

2) Recommend use of non water soluble cutting fluid to Nickel Alloys,




